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dimensions given are from a set of Preparing Boxes
made in 1903 for long English wool, and the drafts are
those given on the machine maker's quotation; in
practice they would, of course, be varied, the gearings
used by different firms for the same quality being so
dissimilar that it is impossible to formulate theories in
respect of them. In the calculations, wheels have been
used to make the fractions simple, which might not be
used in practice, and it is intended that the figures
should show the method of working out drafts on all
boxes, not that they should be the actual figures adopted
by any particular firm.
For medium qualities the sizes of the boxes would
be the same, but the drafts would be slightly
shorter, and the pins of the fallers finer and closer
together.
Table VII. shows that the back draft is the highest
in the first box and steadily decreases as the wool
advances, so that it has been reduced to 2 J at the back-
wash box.
The total draft varies slightly more than the back
draft, whilst the front draft only alters from 6 to 4
throughout the whole ten processes.
Some years ago Messrs. Clough & Kelly patented a
machine to increase the drafting power of every box,
and so reduce the number of boxes in a set. Each box
had two sets of screws and two sets of fallers, B and C
(Fig. 37), in the same plane, one behind the other. The
speed of all gill-boxes is, however, limited by the number
of fallers that can safely be dropped per minute.
120 is the maximum for Ij inch fallers, so 120 xlj
must be the unit of output for the second screw C.
There are three drafts of 4 to 1 each in the box, there-
fore the front rollers would turn out 24 yards in Ij
minutes, and the first bed of fallers B would only drop
| of 120, or 30 per minute.